The objective of the paper was to determine optimum weld strength values of the examined packing materials used for packing of wafers. Overlapped joints of the packing materials were welded by the discontinue indirect impulse weld machines BH 04 and BH 07 at the pressures of 0.1 and 0.3 MPa. The optimum weld strength values 3.35 ÷ 3. 38 N.15 mm-1 were reached at the temperature of 160 ÷ 162 ‫؛‬C.Using measured values were characterising the relationship between the temperature of welding and the weld strength. The gained values were evaluated by the parabola formula.
MATERIALS AND METHODS
To ensure the optimum quality of the weld it is necessary to control welding values regularly. In the welding process it is necessary to respect a formula between breadth of the weld and material thickness which is stipulated in the STN 77 0140 Standard 1996. For welding of packaging material indirect impulse discontinuous welding was used. 
RESULTS AND DISCUSSION
Reached results of the weld strength for packaging material TATRAFAN® KX for longitudinal and cross welds are depicted on the fig. 1 The surface temperature of welding jaw was 140, 164,170, 180, and 190 °C at the pressure of 0.1 MPa and welding time ranging from 0.66 to 0.68 seconds for a packaging machine BH 04 with a capacity of 88 ÷ 90 Pieces.min-1. The weld strength for a longitudinal weld measured at the temperature of 140 °C was 3.15 N.15 mm-1.
As a result of the increment of the surface temperature of the welding jaws on 164 °C the weld strength rose by 20 %. From the graph it is visible that by further increasing of the temperature the weld strength decreases. The final result of the weld strength is an average value of longitudinal and cross welds. The sought optimum value of the weld strength lays close to the curve summit representing 3.38 N.15 mm-1 at the temperature of 160 °C, whereas the producer declares the weld strength 2.5 N.15m-1 at the temperature of 130 °C. For the difference of 10 °C the weld strength has risen by 0.65 N.15mm-1 what represents 26 % increment for the longitudinal direction and 77.9 % increment for the cross direction. The average weld strength value at the temperature of 140 °C is 2.37 N.l5 mm-1 what is by 0.13 N.l5 mm-1 or 5 % less than declared by the producer. Measured results of the weld strength for the packaging material y 1 = -0 , 0 0 1 1 x 2 + 0 , 3 7 4 7 x -2 6 , 8 6 R 1 2 = 0 , 9 0 9 5 y 2 = -0 , 0 0 2 1 x 2 + 0 , 7 1 1 9 x -5 6 , 0 8 1 It may be said that the weld strength of the trial sample loaded with the strength in the longitudinal direction rises with the temperature increment. For temperature of 145 °C the weld strength was 1.26 N.15 mm-1, whereas for the temperature of 166 °C the weld strength has risen to 3.05 N.15 mm-1 what represents 3.5 times increment. The weld strength in the cross direction rises slightly. The average weld strength value at the temperature of 145 °C is 1.76 N.15 mm-1 whereas the value declared by the producer is 2.4 N.15 mm-1. The difference of the two values is 0. From the experimental measures at the given weld strength the optimum values of weld temperatures for selected packing materials were ascertained. Using the measured values the regression curves were plotted characterising the relationship between the temperature of welding and the weld strength. 
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